Williams & Hussey
Item # 54-316-YELLOW-K
Instructions – March 12, 2018
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CONVERSION KIT
Item # 54-316-YELLOW-K
W7 OR W7PF MOLDER TO
VARIABLE FEED &MULTI-PASS
INSTALLATION INSTRUCTIONS & USER GUIDE

March 2018
CONVERSION KIT:  W7 OR W7PF MOLDER TO VARIABLE FEED & MULTI-PASS
The enclosed parts are to convert W&H Molder W7-hand feed or W7PF-power infeed TO power infeed, power outfeed, variable speed and have multi-pass capabilities.  These instructions are written for removing W7PF parts, W7 will not have some of the parts mentioned.  ALL new parts will need to be installed. Old parts can be used as spare parts “if” they are the same.
KIT ITEMS INCLUDES:
Bubble Wrap
(1)

54-417A



Control, Single Phase, 240V, AC/DC
BAG A


(4) 
54-15 




Screw, Pivot 





(2) 
54-16 




Screw, Rest






(1)

54-506 



Swing Arm, Outfeed, YELLOW Assembly






(1)

54-513-YELLOW 
Swing Arm, Infeed, Multipass Retro, Assembly





(1)

P-242




Thread Locker






(2) 
VF-3
 



Sprocket, 14 Tooth (install on P-124 & P-224 feed roll axles)

BAG B


(4)

54-24 Rev A 

Spring (1-3/4”)





(4) 
54-25 




Screw, Pressure, Finished 






(4) 
54-26 




Guide, Spring, Finished 





(4) 
54-51 




Nut, Check, 5/8"-18, 13/16” Round
BAG C


(4) 
EJ-39 




Washer, Flat, 1/4" (2 extra if needed)





(2) 
P-240 



Bolt, Hex Head, 1/4”-20 x 2





(1) 
VF-4
 



Chain #25, Short, Infeed, 36 Pitch






(1) 
VF-5
 



Chain #25, Long, Outfeed, 54 Pitch






(1) 
VF-28 



Screw, Socket Head Cap, 1/4”-20 x 3-1/2”





(1) 
VF-100



Vari-Feed Assembly 0-19 FPM
Optional


(1)

STND-108


Bracket, Control, Right Hand Side, Painted (SOLD SEPERATLY)
__________________________________________________________________________________________

BREAKDOWN OF (3) ASSEMBLIES LISTED ABOVE

54-506 Swing Arm, Outfeed, Yellow Assembly


54-513 Swing Arm, Infeed, Yellow, Multi-Pass Retro Assembly
(1)

54-4 

Swing Arm, Outfeed





(1)

P-100 Rev A

Swing Arm, Infeed, Multi-Pass Retro
(1)

P-122

Axle, Post Side







(1)

P-122



Axle, Post Side
(2)

P-137

Bushing, Bronze, ½” OD




(1)

P-124



Axle, Infeed
(1)

P-123

Feed Roll, YELLOW





(2)

P-137



Bushing, Bronze, ½” OD
(1)

P-224

Axle, Outfeed







(1)

P-123



Feed Roll, YELLOW
VF-100 Vari-Feed Assembly

(1)

VF-1



Motor, 1/17 HP, 130V, DC

(1)

VF-2 Rev A

Motor, Mount

(1)

VF-9 Rev A

Guard, Chain, Vari-Feed

(2)

VF-27



SHCS, 10-32 x ¾”

(4)

VF-36



SHCS, 10-32 x 5/8”

(2)

VF-30



Nuts, Hex, 10-32

(2)

VF-12 Rev A
Sprockets, 17 Tooth (installed inside the chain guard only)

WIRING RECOMMENDATIONS
Williams & Hussey recommends consulting a licensed electrician for wiring our controls & motors.

Over the years many different motor controls have been installed from different sources.  We recommend you have an electrician wire the enclosed control to the existing control you currently have.  Proper wiring will need to comply with national, state and local electrical codes.

The supplied 54-417A, Single Phase, 240V, AC/DC Control  has been designed to be wired to a 220/240 volt, single phase, start/stop control which is then wired to a 2HP single phase motor.  The supplied VF-1 DC motor runs on 90 volts direct current.  The VF-1 DC motor plugs into the bottom of the 54-417A Control.
The wiring instructions attached are for our current Baldor 240V motor.  A licensed electrician is recommended for wiring. 
OPTIONAL:  STND-108 Control Mounting Bracket.  
__________________________________________________________________________________________
Remove Old Parts

1. DISCONNECT POWER from power source, remove chip deflector, raise head.

2. Remove the following parts from the molder; these will be replaced with new parts.  (2) 54-25 pressure screws, (2) 54-26 spring guides, (2) 54-24 springs, (2) 54-40 check nuts.

 TIP: If you do not have power infeed your molder will not have the parts listed above. 
3. Remove the infeed swing arm assembly.  Remove the (2) 54-15 pivot screws from the infeed swing arm.  Remove the 54-16 rest screw, located under the swing arm.  Remove chain, no longer needed.
4. Remove the outfeed swing arm assembly, same as #3, if there is an outfeed roller.

5. Remove the attaching bolts from the chain guard/gear box unit and remove, no longer needed.

Install New Parts for Variable Feed & Multi-Pass
IMPORTANT:  Use medium strength thread locker on ALL short threaded screws & set screws.  Put one drop on each part before starting the assembly, this will make it easier when installing.  After disassembling old parts, put them aside, do not get them mixed up with the new parts.
1. Insert the 54-506 outfeed swing arm assembly inside the outfeed end of the head; feed roll axle should be sticking out the open end of the molder.  Holding the swing arm assembly in place thread the (2) 54-15 pivot screws through the swing arm into each side of the head.  There is a small threaded hole inside the head near the slotted opening, hold the swing arm up and insert the 54-16 rest screw in the hole.  The swing arm sits on this screw.
2. Follow Step 1 directions to install the 54-513-yellow infeed swing arm multi-pass assembly.   
3. In the (4) holes on top of the head install the following parts:  
· (1) 54-26 spring guide, (1) 54-24 Rev A spring, (1) 54-25 pressure screw, (1) 54-51 check nut

· Drop this assembly in (1) hole, screw all the way in.  TIP: Spring guide flat should be sitting on the top of the swing arm.

· Finish the other (3) assemblies, drop them in, tighten

4. [image: image5.wmf]P-224

P-137

54-15

54-15

P-137

P-122

P-123 or P-160

54-4

P-124

P-137

54-15

54-15

P-100

P-137

P-122

P-123 or P-160

VF-3 new sprockets

with Vari-Feed Kit

VF-3 new sprockets

with Vari-Feed Kit

MULTI-PASS INFEED SWING ARM ONLY

INFEED SWING ARM ASSEMBLY

Item # 54-513-GREEN

Kit does not include VF-3 Sprocket

MP

Slide (1) VF-3 sprocket onto the infeed P-124 axle hub facing in toward the molder.  Use 1 drop of thread locker on set screw.  Tighten set screw onto FLAT part of axle leaving 1/16” clearance from the end of the axle.
5. Slide (1) VF-3 sprocket onto the outfeed P-224 axle hub facing in toward the molder.  Use 1 drop of thread locker on set screw.  Tighten set screw onto FLAT part of axle leaving 3/16” clearance from the end of the axle.
6. [image: image6.wmf]Place the (2) EJ-39 ¼” Washers (2 extra washers may be needed) & (2) P-240 hex head bolts, ¼”-20 X 2 on top of the molder, will need these shortly.  

7. Attaching the VF-100 Vari-Feed Assembly. Attach the VF-5 long chain over the VF-12 Rev A driving sprocket closest to the chain guard housing. Install both chains with the rounded end of the master link clip moving in the direction of chain travel. TIP: Not all chains have master links.
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Attach the VF-4 short chain (infeed roller chain) over the outer VF-12 Rev A driving sprocket and engage the VF-3 in the other end of the short chain. Orient the sprocket set screw so that it will be accessible to an allen wrench from the underside once the unit is installed. The hub or smaller diameter of the roller sprocket should go first onto the shaft. 
9. Engage the infeed chain sprocket, that is already engaged in the short chain, onto the in feed roller journal. 
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10. [image: image10.jpg]


Attach the Vari-Feed Assembly to the head.  Using (1) EJ-39 ¼” flat washer and (1)  P-240 hex head bolt into the left side of the chain guard and the other washer and bolt to the right side, keep a little loose for now.  NOTE:  The Vari-Feed Assembly should fit snug to the head, if not use the extra EJ-39 washers, 1 on each side to obtain a snug fit.
NOTE:  Our 206 molders have a third bolt hole to the left side of the motor mount plate and the there is a matching threaded hole in the head of the molder.  Some older molders do not have the matching threaded hole in the head casting, so a bolt cannot be used.

11. At this point the chains should be riding on the sprockets inside the chain guard and the sprockets on the end of each feed roll.  

12. Check the short chain for a proper amount of tension. It should have nearly no slack in it and the long chain should have plenty of slack. This is the correct setting. The short chain gains slack in the operating position and the long chain loses slack in the operating position. To obtain the correct setting, in most cases, crank the head down so the out feed roller is pushed up into the running position by placing a piece of stock under the out feed roller. There is some variation in machines through the years, you may have to make a custom adjustment using the attaching bolt hole clearance to obtain an optimum chain tension/slack setting.
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Align the infeed roller sprocket in line with its driving sprocket, and tighten its set screw down onto the flat on the sprocket shaft. The sprocket should be positioned so the chain is in a straight path to its mate.

14. Clear any debris from the sub plate or bed of the molder.

15. Start the machine.  Listen to the sound and adjust the chain guard until there is a smooth sound, tighten bolts.

SAFETY TIPS:
1. Refer to the original operations manual for safety and proper molder operation.  If you do not have a manual a downloadable version is available on our website.  Our manuals are based on serial numbers.  

2. For your safety please respect the limitations of the molder.  Our knives are manufactured to work within the guidelines of our molders.  Knives maybe sharpened many times.  Once knives become too thin they should not be used, a new set should be made.  When in doubt of the capabilities feel free to call W&H directly and speak to a representative for proper use.

VARI-FEED OPERATION








       A SUPPLEMENT TO THE OWNERS MANUAL

Upgrading to variable speed will give you the ability to adjust the feed rate from 0-19 feet per minute while running stock through your molder.  Higher feed rates could be used for shallow cuts such as a relief on the backside of casings, small profiles and soft wood.  Slower rates could be used for deep and wide cuts, hard woods and curved profiles.  Adjusting the speed for grainy wood may also reduce chip out and tear.   
Using variable speed along with multi-pass will reduce many molding issues; chipping, tear out, rough finish and will ease stress on the molder.
The Vari-Feed function is very simple to operate.    When you are ready to safely start the molder, press the start button. Adjust the dial on the feed control to set an appropriate feed speed. The dial will set the rate of feed from 0 to 19 feet per minute. 

When the dial is in the 9 o’clock position the feed speed is approximately 4 fpm.

At the 12 o’clock position = approximately 6 fpm

At the 3 o’clock position = approximately 14 fpm

At the full to the right position = approximately 19 fpm

MULTI-PASS OPERATION 











A SUPPLEMENT TO THE OWNERS MANUAL
Check to make sure you have roller tension at the 3/16” setting above stock size. 
CAUTION:  Roller Tension for Planing – Back off roller tension

Loosen the (4) 54-25 pressure screws exposing ¼” of thread.  This will give you proper roller pressure.

Failure to do so will cause feeding difficulties and feed system damage.  Backing off the pressure screws is only needed for planing, when molding the pressure screws should be tightened.
MULTI-PASS CABABILITIES
CAUTION:  Roller Tension for Molding– All (4) pressure screws should be tightened.
Our multi-pass is designed to take a light pass 3/16” above finished stock height while obtaining adequate roller pressure reducing chatter.
Example for taking the maximum 3 cuts @ 1/16” each.  Some profiles may not require 3 passes.
· You have a ½” sub plate, finished stock height is ¾”

· Set the scale at 1-7/16” (1/2” + ¾” + 3/16” = 1-7/16”).  Lock in head.

· Feed stock through, this will be a light pass.

· Lower the head 1/16”, lock in head, feed stock through.

· Lower the head 1/16”, lock in head, feed stock through, this should be the finished profile.

MOLDER DESIGN:

Our molders are designed to cut a maximum of ¾” and a maximum width of 6 ¾”.  Some profiles deeper than ¾” can been achieved with running stock on a “V” block, cutting with multiple knives, making compound moldings, etc.  Our knife department will make recommendations and forward a knife drawing for approval if needed.

Profiles that cut full depth like a half round, may require a template or sled to ride on.  A profile with a drastic height difference on one end may require a hold down of some sort.   

The open ended design gives you the ability to run wide boards. With your design of curved guides and a matching curved template you can create arch molding.   Curves that have a change in radius will require our EJ-92 Elliptical Jig.

To achieve a good quality finish use clean sized wood, keep your knives clean and sharpened.  In most cases sanding should not be necessary.  

NOTE:  THIS KIT CONTAINS “YELLOW” FEED ROLLS
INFEED (MP) SWING ARM & OUTFEED SWING ARM SCHEMATIC
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 NOTE:  VF-3 SPROCKETS ARE IN BAG A

MOLDER SCHEMATIC (OLDER MOLDER VERSIONS MAY HAVE DIFFERENT PARTS)
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Williams & Hussey Machine Co., Inc.


105 State Route 101A, Unit 4


Amherst,  NH  03031
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